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Work Order ID 61352 
August 19, 2010 9:24:44 AM 


ШІП Page 1 


Пет ID: D205-634-041 
Revision ID: 
Item Name: Replacement Skidtube 


кш IIIIIIIIIIIIIIIIIIIIIIIIIIIIIII seee seere (III 
әр |ІІІ 


Start Date: 8/19/10 Start Qty: 1.00 ІШІ ! Cust Item ID: 
Required Date: 9/06/10 Req'd Qty: 1.00 (|||! Customer: 
Reference: 
| Run San |H 
Approvals: Process Plan: Co Date: 10 %//4 Tooling: Date: š 
to 

Qc: Dae: SPC(Y/N): Date: a OOe N 
Sequence ID/ | Operation Set Up/ Tool ID Tool£ Plan | Accept Reject Reject Insp. | 
Work Center ID Description Run Hours Code Qty Qty Number Stamp | 
| Draw Nbr Revision Nbr 
D2580 Rev D 


100 
LLLI s NAE 


m 0.00 e: J | Eee 
0.00 = SU U sess ый а арқы 
Document Control Photocopy D205-634 bluefile & type labels per РРР 0205-634-041 CHG002 d 


Memo 


110 0.00 
III A 

CNC Bend 1 Memo 0.00 

CNC Delta 100 Bender 1-Bend as per program D2580.C on CNC Bender and Folio 16 


2-Cut tubes as per Dwg. D2580 


3- scribe batch? in aft end of tube 


Oe /“ 


Work OrderID 61352 | ШІШІІШП Pae? 3 


August 19, 2010 9:24:44 AM 


n OSN a ИШИП sao se ГІ 


Revision ID: 


Hem Name: Replacement Skidtube ЕТІП! 


Start Date: 8/19/10 Start Qty: 1.00 ІШ ІШІ Cust Item ID: 
Required Date: 9/06/10 Req'd Qty: 1.00 ТІ | Customer: 
Reference: 
Run seare ШЇЇ 

Approvals: Process Plan: Date: Tooling: Date: 

ос: Date: SPC (Y/N): ——— Date: = II 
Sequence ID/ Operation Í Set Up/ ToolID . Tool4 Plan Accept Reject Reject i Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
120 0.00 . 
ШІШІ | x јо IX Ë 
Skidtubes Memo 0.00 у 
Skidtubes 1- Deburr ends H Ч 


ғ 
2- C'sink holes as per dwg without cutting fluid 


3- Prepare tube for welding, remove alodine as required. 


4- Scribe batch number insied aft end of tube. 


130 ОС5- Inspect part completeness to step on М/О 0.00 
t 
EI / — Abs 
pv 


Memo 0.00 


Quality Control 


3 


Work Order ID 61352 III! | E 


August 19, 2010 9:24:44 AM 


Item ID: D205-634-041 | S UMANE A Sene sa (III! 


Revision ID: е 


Hem Name: — RephosmentSkidtub | o ЦІ 


Start Date: 8/19/10 Start Qty: 1.00 III Cust Item ID: 
Required Date: 9/06/10 Req'd Qty: 1.00 f HHI Customer: 
Reference: 
Run Stare ЇЙЇ 

Approvals: Process Plan: Date: Tooling: Date: 

o Datei _ SPECON: _ Date: ШАШ ШШШ 
Sequence ID/ I Operation Set Up/ | Tool ID Tool& Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
140 0.00 
ІШІШІ | š | е meom 
Skidtubes . Memo 0.00 
Skidtubes 


1-Weld step D2576 as per Dwg. D2580 and QSI 004 т 5 
A/RODD Aluminum Rod 4487 7— 272 Д/З 

2-Prep per QSI 005 and weld crossbolt spacers 02579 as рег Dwg. 02580, QSI 

004. 


For 02579 spacers, weld one side, pass 3/8" dril}, weld other side, pass 3/8" drill i 
A/RO Aluminum Rod / 2 C. 1 x 
2709 ZZ (002/1 а 
o L. 


3-Grind welds as per Dwg D2580 Grind flush ridge made from bending 


х 4-Drill holes for wearplates using DT 8217 & 078937 Open holes to 19/64", % 
adjust stopper not to hit web.Deburr (<> Фу, 22 


5-Counterbore crossbolt spacers to 7/16" ID x 1.0" deep as per Dwg 02580. 5 
Deburr holes 
6-Drill pilot holes for aft cap using DT 8215Open holes to 0.208". Deburr С өзі 4-22 < 


7-Drill pilot holes for Tow ring using 078091, open to .640"and Deburr 


Work Order ID 61352 
August 19, 2010 9:24:44 AM 


ШІП 


Раре 4 


ы ы. мый ШШЩ ШШ АКТУ ШШ 
Revision ID: ~ 
Hem Name: Replacement Skidtube әр [ЇЇ 
Start Date: 8/19/10 Start Qty: 1.00 III ШІ Cust Item ID: 
Required Date: 9/06/10 Req'd Qty: 1.00 III ІІ Customer: 
Reference: 
| Run Start ҮҮ 
Approvals: Process Plan: Date: Tooling: Date: 
Stop 

QC: рае: _ SPC(Y/N) Date: ШІШІ 
Sequence ID/ Operation Set Up/ Tool ID Tool£ Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 

ОС10- Inspect visual per 051004- ground welds 0 


III 
QC 


Quality Control 


Memo 


ОС5- Inspect part completeness to step оп W/O 


III 
QC 


Quality Control 


Memo 


170 


ІШІП 


HandFinish 


Pressure Wash per 051005 4.3 


Memo 
Hand Finishing 
cap out of solution. 


^A deu; : 


0.00 


һ ЕЕ ^m, 
. o 9 99 


0.00 


Fi 


Re-alodine tube as per QSI 005 section 4.1.2.1 do not acid etch and leave fwd 


"Work Order ID 61352 
August 19, 2010 9:24:44 AM 


ЫШ ШШ 


. Page 5 


190 


ШЇЇ 


Quality Control 


“/ 


ltem ID: | D20S-34.04 кен IIIIIIIIIIIIIIIIIIIIIIIIII so ве ШІ 
Revision ID: 
Item Мате: Replacement Skidtube E ||| III | ІІ || 
Start Date: 8/19/10 Start Qty: 1.00 {ШЇ Cust Item ID: 
Required Date: 9/06/10 Req'd Qty: 1.00 III ІІ Customer: 
Reference: 
Run seert ІШІ 
Approvals: Process Plan: i Date: Tooling: Date: 
ос: ре _ SPC (YMN): Date: a 
Sequence ID/ Operation Set Up/ Tool ID Tool£ Plan Accept Reject Reject Insp. 
. Work Center ID Description Run Hours ; Code Qty Qty Number Stamp 
180 White Gloss(Ref:4.3.5.1) per 051005 4.3-Alum 0.00 M /о- g- әу 
ШШ I uat (о ЕТЕ КЕН 
Powdercoat Memo ^ = 0.00 
Powder Coating START TIME: 
OVEN TEMPERATURE: 
FINISH TIME: c 


QC3- Inspect Part Finish 0.00 М 
W wloal zg 1 q 
0. 


Memo 00 


Work Order ID 61352 
August 19, 2010 9:24:44 AM 


ШИТ 


Раре 6 


ltem ID: 0205-634-041 ман ШППІШІІ БЕ ЇЇ 
Revision ID: 
Mem Name: Replacement Skidtube юр ПІІ 
Start Date: 8/19/10 Start Qty: 1.00 ІШІ Cust Item ID: 
Required Date: 9/06/10 Req'd Qty: 1.00 || I Customer: 
Reference: ! 
EE (ШІП 

Approvals: Process Plan: Date: Tooling: Date: 

|^ ос Pate SPC (Y/N): Date: NE ГІТ 
Sequence ID/ Operation Set Up/ Tool ID Tool£ Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
200 0.00 
ШІ 24M % (оч\ 24 UL Z 
HandFinish Memo 0.00 
Hand Finishing 


1-Install inserts & wearplates & Gaskets as per Dwg. D2580. Use a drop of 
г Sikaflex on insert holes before installing wearplates 


A/R 050 Sikaflex-291 
Sikaflex expire date: \ 


` 


Poen 02594-3 O' rings with Petroleum Jelly and install on D2594-1 plugs as 


per Dwg D2580 


c7 Inspect for foreign object per QSI 024 


4-Install 2855 Aft Cap as per Dwg D2580 and seal Fwd Step & Aft Cap with 


Sikaflex. Clean excess adhesive 


A/R Sikaflex-291 
Sikaflex expire date: 11410 


An SI (obo 


5-Wing Walk as per Dwg D2580 and QSI 005 4.4 


С Batch: ^A M 50 2% 


Work Order ID 61352 
August 19, 2010 9:24:44 AM 


Page 7 


ae у. As DA RARI. Seo səs ЇЇ 
Revision ID: 
Нет Name: — Replacement Skidtube stop ЇЇ 
Start Date: 8/19/10 Start Qty: 1.00 Cust Item ID: 
Required Date: 9/06/10 Req'd Qty: 1.00 Customer: 
Reference: 
Run Star ГІШ 
Approvals: Process Plan: Date: Tooling: 
Stop 

ос: Date: SPC (Y/N): ШШ 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
210 ОС5- Inspect part completeness to step on W/O 0.00 
ШШШ АҒАС А — 
ee Memo 0.00 
Quality Control Inspect Aft Cap, Fwd Step and Wing Walk of work to Current Step Inspect for 


Foreign objects рег 051 024 


220 0.00 

IIIIIIIIIIIII кш 

Packaging Memo 0.00 

Packaging Identify and pack for shipping as per PPPD205-634-041 

— =s 

—fef- (of aa 

230 QC21- Final Inspection - Work Order Release 0.00 

ШШШ 

QC Memo 0.00 


Quality Control 


,Picklist Print 
August 19, 2010 9:24:44 AM 


Work Order ID: 61352 ШИ! 
Parent Item: 0205-684-041 @IIIIIIIIIIIIIIIIIIIIIIIIIIIIIIII 


Parent Item Name: Replacement Skidtube 


Comments: IPP Rev:ND02.08.28C]FP was ОС5 іп Step 27; Added QC5 to Step 300K. 


— 


ІРР RevP 10.02.19 рег РАК09-043 EC verified by:DD 


IPP Rev. О 06.02.28 Added paperwork 


EC 


IPP Rev:P 07-07-09 $$ Wearplates & Gaskets ЛМ 


Start Date: 8/19/10 
Start Qty: 1.00 


— а 


Required Date: 9/06/10 
Required Qty: 1.00 


Primary Last 


Component Item ID/ Replacement Mfg/ Bin Route Unitof | Qtyon Qty per Kit Total Qty Date — Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty Issued Issued 
D2580-1 Manufactured No | 10 Басһ 5.0000 4 
ШШШШШШ ІШІ 
205 Skidtube bent detail 
Location Loc Oty Loc Code 
"AES | 
2 > 1 e 12 = 6 
60956 1 
61191 2 
ST046 1 MES 
Ë 59856 1 
D2576-3 Manufactured No 140 Each 84.0000 1 1 
IIIIIIIIIYIIIbI Ш 
Step (maching detail) 
Location Loc Oty Loc Code 
LG 84 
46661 36 / dE /0-о2- 
52215 48 == 


- .Picklist Print 


August 19, 2010 9:24:44 AM 


Page 2 


Work Order ID: 61352 


Parent Item: D205-634-041 


ШІІШІШ 
ШІП 


Parent Item Мате: Replacement Skidtube Start Date: 8/19/10 Required Date: 9/06/10 
Start Qty: 1.00 Required Qty: 1.00 
D2579 Manufactured No 140 Each 295.0000 20 
ШІІШІ ІШ 
Crossbolt Spacer 
Location Loc Qtv Loc Code 
LG 295 
57052 5 
57348 4 
58433 2 
59113 182 
60845 102 AO 4 16905 
02855 Manufactured No 200 Each 77.0000 1 1 
ШІШІШ INI М] 544120 
Сар 
Location Loc Qty. Loc Code 
FP6 1 
56613 1 
ST026 76 
50513 1 
50770 28 
51539 2 — ==: 
53791. 45 X^ 
 АМ-5А chased No 200 Each 1,534.000 2 2 
ШШШ ІШІ М) 404124 
Bolt 
Location Loc Qty Loc Code 
ST350 1534 
105057. 534 Ж) 
115016 500 
115371 500 
August 19, 2010 9:24:44 AM Shop Packet Print i Page 2 
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Page 3 


Work Order ID: 61352 


D205-634-041 
Replacement Skidtube 


Parent Item: 


Parent Item Name: 


III! 
@IIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIII 


Start Date: 8/19/10 
Start Qty: 1.00 


Required Date: 9/06/10 
Required Qty: 1.00 


AN960JD10L NAS1149D0332J Purchased No 200 2,623.000 2 2 
ШШІШІШІШ II IN )/ 104426 
Washer 
Location Loc Oty Loc Code 
ST348 2623 
110985 29; MW «(8 Y 2. 
ALS7-1032-130 Purchased No 200 Each 878.0000 50 50 
LAUD ANT WM HA 4064126 
Insert 
Location Loc Oty Loc Code 
FP 861 
115079 861 114225 Y$0 
ST282 17 j 
113238 17 
AN3C4A Б hased No 200 Each 1,991.000 50 50 
ШІШІШІ ШІ (| 04124 
BOLT 
Location Loc Qty Loc Code 
ST303 500 
115438 500 
ST350 1491 
114108 14 
114416 12 
114523 2 
114941 463 
115300. 1000 Y50 
August 19, 2010 9:24:44 AM Shop Packet Print I Д Раре 3 


Picklist Print 
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Page 4 


Work Order ID: 61352 
D205-634-041 
Replacement Skidtube 


Parent Item: 


Parent Item Name: 


AN960CIOL NAS1149C0332 Purchased 


ҮТҮ 


washer 


D3566-13 Manufactured 
ПІІШІШІ 
15 


Gasket 


Manufactured 


IIIIIIIIIIIIIIII 


Gasket 


D3566-1 


ШІШІШ 


Gasket 


Manufactured 


OMNEA M 
0IIIIIIIIIIIIIIIIIIIIIIIIIIIIIIII 


No 


No 


No 


Location 
ST245 
107534 
Location 
FP012 
39661, 
60209 
Location 
FP 
60869 
ЕР015 
59158 
Location 
FP 
60857 
ЕР015 
57715 
60202 


Start Date: 8/19/10 
Start Qty: 1.00 


Required Date: 9/06/10 
Required Qty: 1.00 
200 Each 29.0000 50 50 


MM jul iolo«] de e 


Loc Оу Loc Code 
29 z 
5 SGI ТЕ 
` 200 Еасһ 26.0000 1 1 
ІШІ УД Sosa 
Loc Qty Loc Code 
26 
18 E СЕ 
8 
200 Each 30.0000 1 1 
MM 41 ііс<іс4 
Loc Qty Loc Code 
22 
22 XX 
8 
8 
200 Each 19.0000 2 2 
ІШІМ 0104424 
Loc Oty Loc Code 
5 110610506 v < 
5 
14 5 OM 
2: =_= 
12 з 
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Page 5 


Work Order ID: 61352 
D205-634-041 


Parent Item Name: 


Parent Item: 


Replacement Skidtube 


TAL M 
ОТЕТИН, 


Start Date: 8/19/10 


Required Date: 9/06/10 


Start Qty: 1.00 Required Qty: 1.00 


03564-11 Manufactured No 200 Each 4.0000 1 1 
ШИШ ШШШ WM A лое 
Wearshoe 
Location Loc Qty Loc Code 
ЕР019 4 Ime O 2 07. У i4 
59941 
D3564-13 tured No 200 Each 23.0000 1 1 
ШАД MM /И ojos: < 
Wearshoe 
Location Loc Qty Loc Code 
FP17 23 
59660 H А 
60862. 12 yl 
D3564-9 Manufactured No 200 Each 20.0000 1 1 
ШИШ ШИШ ШШ олок (< 
Wearshoe 
Location Loc Oty Loc Code 
FP 1 
55334 1 e As. 
FP019 19 MS 
59201 6 
5036 E M WE 
August 19, 2010 9:24:44 AM Shop Packet Print Page 5 


Picklist Print 


Page 6 
August 19, 2010 9:24:44 AM 
Work Order ID: 61332 LUN 
Parent Шеш 0205-634-041 ШШШ ШШШ 
Parent Item Name: Replacement Skidtube Start Date: 8/19/10 Required Date: 9/06/10 
Start Qty: 1.00 Required Qty: 1.00 
D3564-5 Manufactured No 200 Each 21.0000 1 1 
IIIIIIIIIIIIIIIIIIIIIII ШІ М] мола 
Wearshoe 
Location Loc Qty Loc Code 
FG 1 
34806 1 
ЕР19 2 == 
57525 1 
58709 1 — — 
FP-19 18 ———— 
59157 6 
„60868. 2 Y| 
16 


Manufactured No 200 Each 275.0000 


ТТТ" 


O-Ring, 205 Skidtube 


ІШІ L 4а Ц 00 


Location Loc Oty Loc Code 
FP 275 мо (146. хі 
55546 19 
58191 12 
59358 244 
02594-1 Manufactured No і 200 Each 355.0000 16 16 
DNA MM о оос 
Plug, 205 Skidtube 
Location Loc Qty Loc Code 
FP 183 : Y \ (e 
42807 112 К ELA 
55002 71 
ЕРІ4 172 
58434 15 
59110 157 
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MEET шы DART AEROSPACE LTD 
б & HAWKESBURY, ONTARIO, CANADA 


M APPROVED DRAWING NO. REV. D 


Ж 02580 $НЕЕТ 1 ОҒ 3 


DATE TITLE SCALE 
07.02.27 205 SKIDTUBE ASSEMBLY NTS 


96.09.16 | NEW ISSUE 
| B | 96.12.02 | AS MANUFACTURED 
98.08.26 | REDRAWN, INCLUDED DEO 9094/9097 


e 07.02.27 


QTY QTY Part Number Description 
-041 -045 


сосет a ы ъ= 
1 
24 
16 
1 
1 
1 
1 


CHANGE TO SS WEARPLATES AND 
GASKETS, INCLUDE DEO 9124/9183 


N 
о 
E 
о 


- 


AN960C10L WASHER 
AN960JD10L WASHER 


D3564-13 WEARSHOE Se» cory 
[D 2 |] D3566-1 GASKET SS мз ГА 
| 1 | D35665 ^  |GASKET sp A 
ШЕ D3566-13 GASKET СЕТО 
өне аанньа лл ту е у шш UNCONTROLLED CD?Y 
ALS7-1032-130 INSERT SUBJECT TO AMENDMENT 
or AKST 40324 3n WITHOUT NOTICI 
or - - K ORDE 
or AELS-1032-130 | МГЕ coda 
AN3CAA м.а воњ. 
- BOT ___{/} ' 
2 | — АЗА  —[BOLT catio aliq 
[ 2 | 


GENERAL NOTES: 


TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED 

2) ALL DIMENSIONS ARE IN INCHES 

3) INSERT D2596 WEB TO LOCATION SHOWN OFF AFT END OF SKIDTUBE AND BOND 
WEB INTO OUTER TUBE WITH NON-STRUCTURAL SIKAFLEX-241 ADHESIVE PER 
DART QSI 015 BEFORE BENDING. ENSURE HOLES LINE-UP. 

4) BEND AS A SMOOTH RADIUS STARTING WITH A MAXIMUM CENTERLINE RADIUS OF 
60 AND ENDING WITH А MINIMUM RADIUS OF 30. A MAXIMUM REDUCTION OF 0.200 
IN DIAMETER IS ALLOWABLE IN THE BENT PORTION OF THE TUBE. 

5) USE DART DRILL TEMPLATE TD2577-205 TO LOCATE AND DRILL 20.297 HOLES FOR 
WEARSHOE INSERTS. INSTALL ALS7-1032-130 PER SECTION D-D (50 PLACES) AFTER 
FINISH. INSTALL AN3C4A BOLTS AND AN960C10L WASHERS WITH SIKAFLEX-241/- 
291. 

6) WELDING TO BE DONE PER DART QSI 004. 

7) FINISH: 

SEE NOTES ON 

PAGE 2 FOR D2580-041 AND 

PAGE 3 FOR D2580-045 
8) INSERT 02594-1 PLUG C/W 02594-3 O-RING IN HOLES MARKED ‘P’ (BOTH SIDES OF 
TUBE) AFTER FINISH (16 PLACES). 


i Copyright @ 1996 by DART AEROSPACE LTD 


THIS DOCUMENT IS PRIVATE AND CONFIDENTIAL AND IS SUPPLIED ON THE EXPRESS CONDITION THAT IT IS NOT TO BE USED FOR ANY PURPOSE OR COPIED 
OR COMMUNICATED TO ANY OTHER PERSON WITHOUT WRITTEN PERMISSION FROM DART AEROSPACE LTD. 


DETAIL А 
SCALE 5:24 


$0.208 
DRILL PRIOR TO 02855 CAP 
INSTALLATION (2 PLACES) 


AN3-5A BOLT (1) 
AN960JD10L WASHER (1) 
(2 PLACES) 


02579 SPACER 


D2596 WEB (REF) 


ALS7—1032-130 (REF) 
(ТҮР 50 PLACES) 


i) FINISH: 


SCALE 5:24 


ACID ETCH, ALODINE PER DART QSI 005 4.1 


D2580—1 DRILLING DETAIL 


37.50 
DISTANCE TO AFT END 
ОР 02596 WEB 


DETAIL В 
SCALE 5:24 
GRINO FLUSH (4 PLACES) 
£N 


02576-3 STEP 
GRIND FLUSH 
у 


LOCATION RIDGE 
ON UNDERSIOE 
OF 02576 


SEAL WITH 
SIKAFLEX--241/-291 


RETURN TO 
122 ENGINEERING 
UN CONTROLLED COPY 
“UBJECT TO AMENDMENT: 
WITHOUT NOTICE 
| WORK ORDER 
Ht OLIS 


p— 


LN > REFER TO DETAL С 
iV AFTER DRILLING AND BENDING ASSEMBLY 
PERFORM THE FOLLOWING FOR 20.508 HOLES ONLY: 
1. CHAMFER HOLE 0.050 X 45 
2. INSERT 02579 SPACER (20 PLACES) 
3. WELD INTO PLACE AND GRIND FLUSH 
4. С'ВОВЕ D2579 SPACER TO 40.437 X 1.00 DEEP 


AN3C4A BOLT (1) 
AN960C10L WASHER (1) 
(50 PLACES) 


PRIOR TO INSERTING D2596 WEB 


POWDER COAT ASSEMBLY GLOSS WHITE (REF. 4.5.5.1) PER DART QSI 005 4.3 
BLACK ANTI-SKID PAINT AS INDICATED PER DART QSI 005 4.4 


90.508 (TYP.) 
(40 PLACES) 


REFER TO DETAIL A 


57.313 (REF) 
7 EQUAL SPACES 
B.188 PITCH 


190.0 
(02500-1) 


1.0 
DISTANCE BETWEEN HOLE 


1.0 
DISTANCE BETWEEN HOLE 
AND TANGENT POINT 


AND TANGENT POINT 


WELD AS PER DETAIL 8 


BLACK ANTI-SKID TOP Of STEP 
BLACK ANTI-SKID TO 0.5 ТО 0.5 ABOVE BOTTOM EDGE 


ABOVE LOCATION RIDGE 
© I B 


ЖҰ. 


05566-1 "m Qd D3566- S y —03566-15 


05564-11 N N N 
4- 03564-13 
DM D3564-9 


DRAWN BY 
DART DART AEROSPACE LTD. 
COPYRIGHT Ө 1996 BY DART AEROSPACE LTD. Ba Яғ HAWKESBURY, ONTARIO, CANADA 
THIS DOCUMENT IS PRIVATE AND CONFIDENTIAL | CHECKED y APPROVES DRAWING NO: ind 
AND IS SUPPLIED ON THE EXPRESS CONDITION т, f D2580 SHEET 2 OF 5 
L 


DATE ТТЕ SCALE 
WRITTEN PERMISSION FROM 
DART AEROSPACE LTO. 07.02.27 205 SKIDTUBE ASSEMBLY 1:24 


DETAL E 
SCALE 5:24 


GRIND FLUSH 
А: 


RELEASED 


отаи dl) 


DETAIL G 
SCALE 5:24 


90.208 
DRILL PRIOR TO 02855 CAP 
INSTALLATION (2 PLACES) 


AN3-5A BOLT (1) 
AN960J010L WASHER (1) 
(2 PLACES) 


D2855 CAP 


SECTION H-H 
SCALE 5:24 


02579 SPACER 


D2596 WEB (REF) 


ALS7-1032-130 (REF) 
(ТҮР 50 PLACES) 


FINISH: 


ACID ETCH, ALODINE PER DART QSI 005 4.1 PRIOR TO INSERTING. D2596 WEB 
POWDER COAT ENTIRE ASSEMBLY GREEN (REF. 4.3.5.8) PER DART QSI 005 4.5 
BLACK ANTI-SKID PAINT AS INDICATED PER DART QSI 005 4.4 


ІТ 15 ACCEPTABLE TO GRIND A RELIEF IN THE 02855 АРТ CAP TO PREVENT INTERFERENCE 


37.50: 
DISTANCE TO АРТ END 
ОР 02596 WEB 


DETAIL F REFER TO DETAIL А 
SCALE 5:24 


GRINO FLUSH (4 PLACES) D2576-3 STEP 
2-5 


GRIND FLUSH 
у 


р2580—1 DRILLING DETAIL 


90.508 (TYP.) 


REFER TO DETAIL E 
(40 PLACES) 


57.313 (REF) 
7 EQUAL SPACES 
8.188 PITCH 


LOCATION RIDGE 
ON UNDERSIOE 
ОҒ 02576 


SEAL WITH 
SIKAFLEX- 241/291 


SHOP COPY 
RETURN TO 
ENGINEERING 
UACONTROLLED COPY 
‚ВЕСТ TO AMENDMENT 
WITHOUT NOTICE 
VERK ORDER 

AERE 


SEE NOTE ij) 


0.5 
REFER TO DETAIL G 


(02500-1) 


02580--5 BENDING AND CUTTING DETAIL 
(MAKE FROM 02580-1 ORILLING DETAIL) 


1.0 10 
DISTANCE BETWEEN HOLE DISTANCE BETWEEN HOLE 
AND TANGENT POINT AND TANGENT POINT 


WELD AS PER DETAIL F 


BLACK ANTI-SKID TOP OF STEP 
BLACK ANTI-SKID TO 0.5 ТО 0.5 ABOVE BOTTOM EDGE 
ABOVE LOCATION RIDGE 


NO сәже V^ 
NO PLUG 


AFTER DRILLING AND BENDING ASSEMBLY 

PERFORM THE FOLLOWING FOR 60.508 HOLES ONLY: 
1. CHAMFER HOLE 0.050 X 45° 

2. INSERT 02579 SPACER (20 PLACES) 

3. WELD INTO PLACE ANO GRIND FLUSH 

4. C'BORE 02579 SPACER TO 40.437 X 1.00 DEEP 


AN3C4A BOLT (1) 
АМ960С101. WASHER (1) 
(50 PLACES) 


WITH THE SPACER AT THIS LOCATION 


PERSON WITHOUT WRITTEN PERMISSION FROM 


D3566-1 


COPYRIGHT Ө 1996 БҮ DART AEROSPACE LTD. 


THIS DOCUMENT IS PRIVATE AND CONFIDENTIAL 


D3566-5 


C'BORE 
NO 
— /-—03566-13 
03564-11 Y "— N TUM 
03564-9 


DRAWN BY 


о LLLA "lu 


REV. 0 
SHEET 3 ОҒ 5 


DART AEROSPACE LTO. 


205 SKIDTUBE ASSEMBLY 


m 


NO. 32s 
AWS D17.1.2001 
QUALIFICATION TEST RECORD 


Name: \ 
Job number: 2. 
Part number: Эу. 25. САҢ 


Description: Әс ха Ае _ 
Welding Process: Tigl-T Ми ] 


Base materiel: А vi P 
Current: AC[^1 ӘСІ | 


eme 


сема. 


TEST REQUIREMENTS AND RESULTS 


Visual: pass[ Ш ] 
Penetration: pass["T fail 1 
UNACCEPTABLE 

Cracks: pass[^T faif | 
Undercut: pass[ аш 1 
Pin holes: pass. fail ] 
Overlap (cold lap) pass% fail ] 
Porosity (surface): pass[ X fail[ ] 
Coloration: pass fail ) 

_J 
Qualifier ол Мл А, Date of Test Coupon. Д css 257 


Date of Test Coupon. //,0 g 23 


The above named individual 1s qualified in accordance with AWS D17.1.2001 to weld 


HAFORMS Production'approved. prod. Welding Coupon.Rev. A 


